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Realation of Injection Temperature and Weld-quality in Injection Molding
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Abstract : The injection molding is used in more than 70% of total production of plastic products. Weld line in injection
molded part is one of the defects in injection molding process. Weld line deteriorates not only appearance quality but also
mechanical property. In this study, tensile strength about material such as ABS, PP, PA and PS was tested. as the results,
the first result appears that weld's strength retention ratio's are 0.90, 0.84, 0.85, 0.76 and the second result apeears that
weld depth decrease as processing temperature increased.
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Fig. 1 Experimental specimen
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Fig. 2 A cavity shape of experimental mold
3. CAE afiA

AHE 3@l el dERIe] FEE a9
ko] a4 -8 Z=192 Moldflow MPI 20105
o] g3l Areile] HHat Argsle] dolE 3}
°Fst9laL, MAPS3DVSE 188kl dreielne) &
E=E eleoint Bl A4 AR AFE
Asto] AL st e sl

v BrE A v (fusion mesh)=S A3k
APl TAAT Fig 32 AP

ARG v R ol

=
=

Fig. 3 Mesh model of specimen
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Fig. 5 Qutput of surface roughness
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Table 1 Surface Roughness and processing Temperature PA PA PS PS
No Weld Weld No Weld Weld
Temperature(*C) Surface Roughness(Rz) 1108.0 9200 752.0 570.0
180°C 2.66um 1107.1 942.0 744.0 587.0
190°C 323um 11102 989.0 758.0 5780
200°C 5.55m 1108.8 939.0 741.0 5320
210°C 5.22ym 11090 9250 7370 5570
220°C 4.80um
20°C 4,03um ool e} dx=eile] gle WE &= BHtS
20°C 3.50um 7Zh Al degl] APA dEAE fAE8 1
A2 Fig 69 HEFATE
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